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(54) A bag 

(57) A bag (40) has two opposite facing 
surfaces (45, 48) defining a pre-formed 
opening (47) at least one of the surfaces 
(45, 48) having a rgHJ§ahlg ^ressure _ 
se nsitive adhes ive749) thereon so tFiat 
closure ot the opening (47) is effected 
by pressing the said surfaces (45, 48) 
together in the area of the adhesive (49) 
thereby to provide a re-openable clo- 
sure. At least one of the surfaces, e.g. 48 
as shown, may form part of a folded 
back pouch portion of the bag. 
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SPECIFICATION 
A bag 

5 This invention relates to a bag and, more particular- 
ly, to a bag having means for closing and opening 
thereof. 

It is known to provide bags of synthetic plastics 
film material having means for adhesively reclosing 

10 an opening thereof, such means generally compris- 
ing adhesive located on a bag so that a flap, when 
folded to close an opening of the bag, can be 
secured to an adjacent surface of the bag by means 
of the adhesive. 

15 A common method of applying a pressure sensi- 
tive adhesive to material from which a bag is formed 
is to coat the adhesive initially on a pre-treated 
surface of a tape, the surface being pre-treated by 
applying a release coating thereto, and then to apply 

20 the tape to the material from which the bag is to be 
formed so that the tape is secured to the material by 
means of the adhesive. The tape subsequently is 
removed from the material and, since the surface of 
the tape adjacent the adhesive is provided with a 

25 release coating, the tape is peeled from the adhesive 
leaving the adhesive remaining on the material from 
which a bag is to be formed. Such tapes generally 
are referred to as release tapes. 
In addition to providing a convenient means 

30 whereby adhesive may be applied to material which 
is to form a bag, a release tape provides a necessary 
function of covering the adhesive until a bag is to be 
closed and thereby reduces handling difficulties 
which would otherwise arise without the provision 

35 of the tape. 

However, the provision of release tape in the 
manufacture and handling of bags has serious 
disadvantages. One disadvantage is the cost of 
providing the tape. This can be significant in the 

40 production of high volume, low profit bags. A 

second disadvantage is the necessity to remove the 
tape in order to expose the adhesive. If removal is to 
be effected by machinery, then suitable machinery 
must be provided additional to the cost of providing 

45 the basic bag making machinery and, if removal is to 
be effected by hand, the operation is time consum- 
ing and often results in generation of static electricity 
which increases difficulty of removal. 
It is desirable, therefore, to provide a bag having 

50 an adhesive re-openable closure whereby the bag 
may be opened to permit contents to be inserted into 
or removed from the bag through an opening 
thereof and the opening may be re-closed by the 
closure and re-opened and re-closed repetitively but 

55 wherein it is unnecessary to use a release tape, 
either during application of adhesive which is to 
form the closure or subsequently. 

The term 'opening' includes a closed portion of the 
bag adapted to be opened to provide access to the 

60 interior of the bag. 

According to the present invention, there is pro- 
vided a bag having two opposite facing surfaces 
defining a pre-formed opening, at least one of said 
surfaces having a re-usable adhesive thereon so that 

65 closure of the opening is effected by pressing the 



said surfaces together in the area of the adhesive 
thereby to provide a re-openable closure. 

The adhesive is re-usable in that the said surfaces, 
after having been pressed together so as to be 
70 adhesively secured one to another, can subsequent- 
ly be repetitively separated and reunited by the 
adhesive. 

Since the adhesive is covered by an opposite 
facing surface of the bag, the adhesive is not 
75 exposed outside the bag and therefore presents no 
difficulties in handling the bag once formed. In 
consequence, there is no necessity to provide a 
release tape to cover the adhesive. 
The bag may be provided with a pouch and at least 
80 one of said surfaces may comprise a surface of a 
wall of said pouch. 

The pouch may be located on an outer surface of 
the bag. 

The pouch may comprise a flap, opposite side 
85 margins of which are secured to corresponding side 
margins of the bag thereby forming the pouch, the 
flap being adapted to be unfolded from a pouch 
forming position to open the bag. 
The flap may be provided with rows of perfora- 
90 tions, each row extending in substantially spaced 
parallel relation adjacent a corresponding one of the 
side margins of the flap. 

Additional adhesive may be located inwardly of 
the opening for adhesively securing together walls 
95 of the bag. 

In this manner, a bag constructed from suitable 
impermeable material is watertight and airtight as 
required for vacuum packaging of articles. 
Instead of being located on an outer surface of the 
100 bag, the pouch may be located on an inner surface of 
the bag. 

A second pouch may be provided in addition to 
the said pouch. 
The second pouch may be located on an inner 
105 surfaceof the bag. 

The pouches may be contiguous one with another 
and may comprise material having a weakened 
portion whereby the pouches are separable one 
from another along said weakened portion. 
1 1 0 Also according to the present invention there is 
provided a method of manufacturing bags from 
superimposed layers of web material comprising the 
step of applying adhesive to a said layer before 
applying a superimposed layer thereon so that, 
1 1 5 when the superimposed layer is applied thereon, the 
said layer and the said superimposed layer are 
adhesively secured one to another. 

The method may comprise an initial step of 
folding an initial. layer of web material so that a 
1 20 portion of said folded initial layer comprises the said 
layer for receiving said adhesive. 

The method may comprise a subsequent step of 
folding an unfolded portion of said folded initial 
layer onto said layer at a location above said 
1 25 adhesive to provide said superimposed layer. 

Also according to the present invention there is 
provided a method of manufacturing bags from web 
material having a strip of pressure sensitive material 
extending substantially parallel to a marginal edge 
1 30 portion of the web material comprising the steps of 
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folding a portion of the web material on a first 
longitudinal fold to provide two layers, one over- 
lying another, and folding another portion of the 
web material on a second longitudinal fold to 
5 provide a third layer contacting said adhesive. 
The method may comprise an initial step of 
applying a component relative to the web material in 
spaced relation transversely of the web material 
from said adhesive. 

1 0 Furthermore, according to the present invention, 
there is provided a method of manufacturing bags 
from flexible tubular material including the steps of 
applying at least two spaced substantially parallel 
strips of pressure sensitive material longitudinally of 

15 the tube, slitting the tube longitudinally between two 
strips, folding opposite facing severed marginal 
portions about longitudinal folds in opposite direc- 
tions inwardly of the tube so that said strips are 
located opposite an inner surface of a wall of said 

20 tube and slitting said wall longitudinally at a trans- 
verse distance equi-distant from said longitudinal 
folds. 

Following is a description, byway of example only 
and with reference to the accompanying drawings, 
25 of methods of carrying the invention into effect. 
In thedrawings:- 

Figure 1 is an elevation of one embodiment a bag 
in accordance with the present invention. 
Figure 2 \s a cross section on the line ll-ll of Figure 

30 1, 

Figures 3 to 7 inclusive are diagrammatic repre- 
sentations showing stages of manufacture of the 
bag shown in Figures 1 and 2, 
Figures 8 to 12 inclusive are diagrammatic cross 
35 sections of variations of the embodiment of the bag 
shown in Figure 2. 

Figure 13 is a diagrammatic cross section of 
another embodiment of a bag in accordance with the 
present invention. 
40 Figures 14 to 18 inclusive are diagrammatic repre- 
sentations showing various stages of manufacture of 
the bag shown in Figure 13, 

Figure 19 is a diagrammatic cross section of a 
variation of the bag shown in Figure 13, 
45 Figure 20 is a diagrammatic cross section of 

another embodiment of a bag in accordance with the 
present invention. 

Figure 21 is an elevation of a further embodiment 
of a bag in accordance with the present invention, 
50 Figure 22 is a cross section on the line Xll-XII of 
Figure 21, 

f/5f(yres23 to 27 inclusive are diagrammatic repre- 
sentations of various stages in the manufacture of 
the bag shown in Figures 21 and 22, 
55 Figures 25 and 25 are diagrammatic cross sections 
of variations of the bag shown in Figures 21 and 22, 

Figure 30 is a diagrammatic cross section of 
another embodiment of a bag in accordance with the 
present invention, 
60 Figures 31 to 35 inclusive are diagrammatic repre- 
sentations showing various stages in the manufac- 
ture of the bag shown in Figure 30 and. 

Figure 36 is a diagrammatic cross section of a 
variation of the bag shown in Figure 30, 
65 Figures 37 and 39 are diagrammatic representa- 



tions of methods of using a bag of the type described 
with reference to Figures 21 to 27 for form/fill/seal 
applications. 

Figure 38 is a diagrammatic representation of a 
70 method of using a bag of the type described with 
reference to Figure 30, 

Figures 40 to 42 are diagrammatic representations 
of stages in a simultaneous form/fill/seal application 
of two bag formations of the type described with 
75 reference to Figures 21 to 27, 

Figures 43 and 44 are diagramrpatic representa- 
tions of stages in an alternative method of manufac- 
ture of the bag of the type described with reference 
to Figure 30, 

80 Figures 45 and 46 are diagrammatic representa- 
tions of stages in an alternative method of manufac- 
ture of the bag of the type described with reference 
to Figures 21 and 22, and 
Figures 47 to 50 are diagrammatic representations 
85 of stages in an alternative method of manufacture of 
the bag of the type described with reference to 
anyone of Figures 1 and 2 or 8 or 10 to 13 or 20. 

Referring now to Figures 1 and 2 of the drawings, 
there is shown a bag 10 made of synthetic plastics 

90 film material and comprising a rectangular back 
panel 11 having a front surface 12 and rear surface 
13, a front panel 14 contiguous with the rear panel 1 1 
by means of a bottom fold 16, the front panel 14 
having a front surface 15, and a pouch 17 contiguous 

95 with an upper portion of the front panel 14, the 
pouch 17 being located between the back panel 1 1 
and the front panel 14 and being entered in an 
upward direction from the bottom fold 16. The 
pouch 17 has a rear outer surface 18 facing the front 

100 surface 1 2 of the back panel 1 1 . The rear outer 

surface 18 of the pouch 17 is provided with a strip of 
pressure sensitive adhesive 19 extending trans- 
versely of the pouch 1 7 in the direction from left to 
right of Figure 1 . The rear panel 1 1 extends in an 

105 upward direction from the bottom fold 16 a distance 
greater than the front panel 1 4 to provide a flap 20. 
The back panel 11, front panel 14 and pouch 17 are of 
equal width in a direction from left to right of Figure 
1 and are sealed one to another by means of heat 

110 seals 21, 22 extending parallel one to another in an 
upward direction from the bottom fold 16 adjacent 
and parallel to corresponding side edges of the 
panels 11 and 14. 
The adhesive 19 is a reusable adhesive in that the 

115 front surface 12 of the back panel 11 is adhesively 
secured to the opposite facing rear surface 18 of the 
pouch 17 by means of the adhesive 19 when the two 
surfaces are pressed together but in that the surfaces 
12 and 18 may be separated and reunited repetitively 

120 by the adhesive 19. In this manner, the bag 10 may 
be opened and resealed repetitively. 

In use, the bag 10 is opened by separating the rear 
surface 1 8 of the pouch 1 7 from the front su rface 1 2 
of the back panel 1 1 . Contents are then inserted into 

1 25 the bag and bag is closed either by tensioning the 
bag in a longitudinal direction of the adhesive strip 
1 9 so that the rear surface 1 8 of the pouch 1 7 and the 
front surface 12 of the back panel 1 1 are drawn into 
contact with one another in the area of the adhesive 

130 19 or by nipping the front and back panels 14 and 11 
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together longitudinally of the adhesive strip 19, 
thereby forcing the rear surface 18 of the pouch 17 
and the front surface 1 2 of the back panel 1 1 into 
contact one with another in the area of the adhesive 
5 19. 

The arrangement is such that, if the bag 10 
provided with contents is inverted from the position 
shown in Figures 1 and 2, the effect will be that the 
contents will be urged by gravity into the pouch 17 

10 and will cause the walls of the pouch to move in 
opposite directions thereby urging the rear surface 
18 of the pouch 17 towards the front surface 12 of the 
back panel 1 1 and enhancing the effect of the seal 
provided by the adhesive 19. 

15 tt will be appreciated that the flap 20 provides a 
suitable component capable of being gripped by bag 
filling equipment and also provides a guide surface 
for articles contained in the bag when the bag is 
opened and the articles are dispensed therefrom. 

20 Referring now to Figures 3 to 7 of the drawings, 
the bag 10 is manufactured from an elongate sheet 
23 of synthetic plastics materia! (Figure 3), a longitu- 
dinal side margin of which is folded about a 
longitudinal axis as shown in Figure 4, the longitu- 

25 dinal fold being indicated at 24 and the folded 
portion being indicated at 25. An area of an upper 
surface of the folded portion 25 extending parallel to 
the longitudinal fold 24 is oxidatively treated by 
means of a corona discharge and applied to the 

30 treated area by means of an applicator (not shown) 
is a strip of adhesive 26 extending parallel to the 
longitudinal fold 24, as shown in Figure 5. A 
marginal portion of the sheet 23 extending parallel 
to the folded portion 25 but spaced transversely 

35 therefrom is folded about a second fold 27 to provide 
a second folded portion 28 which covers the first 
folded portion 25. The transverse dimension inward- 
ly from an outer edge of the second folded portion 
28 to the second fold 27 is greater than the 

40 transverse dimension between the first and second 
folds 24 and 27 thereby providing an overlapping 
portion 29. While the sheet 23 is being provided with 
the formations shown in Figures 3 to 6, the sheet is 
being advanced longitudinally in a direction parallel 

45 to the folds 24 and 27. After the sheet 23 has been 
folded into the formation shown in Figure 6, the 
sheet is welded and severed as shown in Figure 7. 
The welding operation is effected at regular intervals 
so that the folded sheet is severed and slmul- 

50 taneously welded transversely at longitudinally 
spaced intervals to provide successive bags 10, 

Preferably, the apparatus which effects welding 
and severance of the sheet 23 is such that the side 
seals 21,22 of the bags 10 are mixed seals, each 

55 being a seal extending in spaced parallel relation 
inwardly from a corresponding marginal side edge 
of each bag which has been formed by a hot blade 
operated simultaneously with a welding blade pro- 
viding the spaced parallel seals 21 ,22. 

60 It will be appreciated that the bags 10 provided 
with such seals will be suitable for containing liquids 
and fluo-solids, such as powders and fine granular 
materials, in addition to being suitable for containing 
solid articles such as coins, since the mixed seals 

65 and the adhesive closure provide a hermetically 



sealed enclosure. 

It will also be appreciated that different variations 
of the bag 10 are possible. One such variation is 
shown in Figure 8, the flap 20 having been omitted, 

70 and another variation is shown in Figure 9, the back 
panel 11 being of smaller dimension upwardly from 
the bottom fold 16 compared with the front panel 14. 
In the variations shown in Figures 10 and 1 1 the flap 
20 has been folded downwardly and sealed along 
75 opposite side margins thereof in the side seals 21,22 
of the bag to form, in the case of the variation shown 
in Figure 10, a pouch on the rear surface 13 of the 
back panel 1 1 and, in the case of the variation shown 
in Figure 1 1 a pouch on the front face 12 of the back 
80 panel 1 1 . In the variation shown in Figure 1 2, the 
bottom fold 1 6 of the bag is provided with a gusset 
30. The effect of the gusset 30 is such that, when the 
bag is filled, the gusset flattens to provide the bag 
with a base whereby the bag may be located on a 
85 surface in an upward free standing position. 

Although the gusset 30 is shown in Figure 12 on the 
particular variation of the bag shown in Figure 8, it 
will be appreciated that each of the bags shown in 
Figures 1 and 2 and 9 to 1 1 may also be provided 
90 with a gusset 30. 

The variations shown in Figures 8 and 9 are more 
economical embodiments of the bag shown in 
Figures 1 and 2 and 10 and 11 in that less material is 
used in their fabrication. However the variations 
95 shown in Figures 8 and 9 do not have the advantage 
of the flap 20 for guiding articles out of the bag 1 0 
and the variations shown in Figures 10 and 1 1 
provide an extra thickness of material at an upper 
portion of the back panel 1 1 which is of assistance 

1 00 when the bag is to be opened. 

Referring now to Figure 13 there is shown an 
embodiment of a bag 31 which is similar to the 
variation of the bag 10 shown in Figure 8 except that 
the bag 31 comprises a back panel 32 and a front 

1 05 panel 33 which are not contiguous and, therefore, ^ 
provide a lower opening 34. 

In use, the bag 31 is inverted from the position ~' 
shown in Figure 13, where the upper opening is 
closed by means of the adhesive 19, and contents 

110 are inserted into the bag through the opening 34. 
The bag 31 then is closed by bag sealing means (not 
shown) which welds together opposite facing sur- 
faces of the back and front panels 32 and 33 along 
margins thereof defining the opening 34 thereby 

115 closing the opening. 

Referring now to Figures 14 to 18 inclusive, there 
is shown diagrammatically stages in the manufac- 
ture of the bag 31. The stages shown in Figures 14,15 
and 16 correspond substantially to the stages shown 

120 in Figures 3,4 and 5 respectively. Instead of folding 
the sheet 35 in the manner shown for sheet 23 in 
Figure 6, a second sheet 36 is located on the lower 
sheet 35, as shown in Figure 1 7 and the lower and 
upper sheets 35,36 are advanced together in syn- 

125 chronism in a longitudinal direction towards welding 
apparatus where the sheets 35, 36 are welded 
together in transverse seams spaced longitudinally 
one from another to provide plurality of bags 31 , as 
shown in Figure 18. 

130 Referring now to Figure 19, there is shown a 
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variation of the bag 31 in that the back panel 32 
extends downwardly beyond the lower opening 34 
to provide a lower flap 37. The lower flap 37 is 
provided so as to be grasped by a gripping mechan- 
5 ism of a bag filling machine. When contents have 
been inserted into a bag 31 having a lower flap 37, 
the bag having been inverted from the position 
shown in Figure 19, the flap 37 is removed and the 
opening 34 closed by heat sealing the front and back 

1 0 panels 34,33 together. Cutting off the flap 37 and 
sealing of the front and back panels 34,33 may be 
effected simultaneously by means of apparatus for 
effecting a cut-seal. 
It will be appreciated that, although the upper 

15 closureof the embodiment of the bag 31 shown in 
Figure 1 3, and the variation thereof shown in Figure 
19, correspond to the variation of the bag 10 shown 
in Figure 8, the upper closure of each of the bags 31 
shown in Figures 13 and 19 may, alternatively, be 

20 provided with any one of the upper end closures 
shown in Figures 1 and 2 or 9 to 11 inclusive. 

Another embodiment of the bag in accordance 
with the present invention is shown at 39 Figure 20. 
The bag 39 is similar to the variation of the bag 10 

25 shown in Figure 1 1 and is manufactured from a 
single sheet as in the bag 10 shown in Figure 1 1 but 
differs from the variation shown in Figure 1 1 in that 
the pouch 17 and the pouch formed from the flap 20 
are contiguous one with another, the two pouches 

30 being de-lineated one from another by means of a 
row of perforations 39a. The bag 39 thus is provided 
with an opening 39 which is closed, after contents 
have been inserted into the bag, by heat sealing in 
the manner of the variation of the bag 31 shown in 

35 Figures 13 and 19. 

It will be appreciated that the contiguous connec- 
tion of the pouches of the bag 39 provides a tamper 
evident closure in that, once the bag 39 has been 
opened by separating the pouches one from another 

40 along the row of perforations 39a, it is evident that 
the bag has been opened due to the serrated edges 
of the pouches. 

It will also be appreciated that the bag 39 may be 
provided with an extended portion similar to the flap 

45 37 of the variation of the bag 31 shown in Figure 19 
in order to assist filling of the bag 39 by bag filling 
machinery. 

Referring now to Figures 21 and 22, there is shown 
a further embodiment of a bag 40 comprising a back 

50 panel 41 , having a front surface 42 and rear surface 
43 and a front panel 44 having a front surface 45. The 
back panel 41 and the front panel 44 are contiguous 
and extend through a bottom fold 46. The dimension 
of the back panel 41 upwardly from the bottom fold 

55 46 is greater than the dimension of the front panel 44 
in the same direction and provides a flap extending 
forwardly and downwardly of the front panel 44 
adjacent the front surface 45 thereof being secured 
thereto to form a pouch 47 having a rear surface 48, 

60 The front surface 45 of the front panel 44 is provided 
with a strip of pressure sensitive adhesive 49, similar 
to the adhesive 19 of the bag 10 shown in Figures 1 
and 2, the strip of adhesive extending adjacent the 
rear surface 48 of the pouch 47 and parallel to the 

65 bottom fold 46. The back and front panels 41 and 44 



of the bag 40 are welded together in side seals 51 , 52 
which are similar to the side seals 21,22 of the bag 
10. 

The flap which forms the pouch 47 is secured at 
70 opposite ends thereof In the side seams 51 ,52 and is 
provided with parallel lines of perforations 53,54 
located inwardly of corresponding side seams 51,52 
defining a central portion 55. 
In use, the bag 40 is initially opened by severing 
75 the central portion 55 of the pouch 47 from adjacent 
outer side margins of the pouch 47 along the lines of 
perforations 53, 54. The central portion 55 then is 
removed from the adhesive 49 and turned in an 
anti-clockwise direction when viewed in Figure 22, 
80 thereby opening the bag 40. The bag may be closed 
by returning the central portion 55 to the initial 
position and pressing into contact with the adhesive 
49. 

Instead of providing rows of perforations 53,54, 
85 the front surface 45 of the front panel 44 may be 
oxidatively treated in an area thereof to be within the 
pouch 47 so that, during the welding operation 
providing for the side seams 51 ,52, the side margins 
of the pouch 47 are secured to the adjacent front 

90 surface 45 of the front panel 44 by a pressure seat or 
by a weld weakened as a result of the oxidative 
treatment. In this manner, the whole of the flap 
forming the pouch 47 may be peeled from the front 
surface 45 of the front panel 44 and from the 

95 adhesive 49 to provide for initial opening of the bag. 
Referring now to Figures 23 to 27 inclusive, there 
is shown various stages in the manufacture of bags 
40. An elongate sheet 56 (Figure 23) is folded, as 
shown at 57, longitudinally thereof to provide two 

1 00 superimposed layers 58,59 (Figure 24), the lower 
layer 58 extending transversely of a longitudinal axis 
of the sheet 56 a distance greater than the upper 
layer 59 to provide aViargih 60. The upper layer 59 is 
oxidatively treated in a strip extending parallel to the 

1 05 fold 57 and adjacent a free edge of the upper layer 
59, the treated area having applied thereto by means 
of an applicator (not shown) a strip of pressure 
sensitive adhesive 61 as shown in Figure 25. The 
margin 60 then is folded, as shown at 62, onto the 

1 1 0 upper layer 59 and in contact with the adhesive 61 , as 
shown in Figure 26. While the sheet 56 is being 
folded in the manner illustrated in Figures 23 to 26, 
the sheet is being advanced in a longitudinal direc- 
tion thereof and, subsequent to being folded in the 

1 1 5 manner shown in Figure 26, is operated upon at 
regular intervals by welding apparatus for welding 
together transversely the upper and lower layers 59, 
58 and the folded margin 60 while simultaneously 
severing the material of the sheet 56 to provide bags 

120 40. Instead of being provided with a bottom fold 46, 
the bags 40 may be provided with a gusset, as 
shown at 63 in Figure 28. 

In addition to or instead of providing the adhesive 
49, a second band of adhesive 64 may be provided 

125 extending parallel to the band of adhesive 49 but 
being located on a rear surface 50 of the front panel 
44. The adhesive 64 would be a reusable pressure 
sensitive adhesive similar to the adhesive 49 and 
would be located below the pouch 47 in a direction 

130 towards the bottom fold 46. Such a variation of the 
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articles are simultaneously fed into the the pouches 
74, 75 as shown by the arrows in Figure 40. The web 
72 then Is slit longitudinally, as indicated by the 
dotted line in Figure 40. The extended limb portions 
5 76, 77 are folded outwardly away from one another, 
as indicated by the arrows in Figure 41 and onto the 
adhesive strip 78, as indicated in Figure 42, thereby 
providing two web formations similar to that shown 
in Figure 37. The layers of each of the two web 

1 0 formations then are sealed transversely thereof and 
severed to provide sealed bags containing articles. 
The process is repeated at predetermined intervals 
longitudinally of the web to provide further sealed 
bags each containing an article or articles. 

15 Referring now to Figures 43 and 44, there is shown 
an alternative method of manufacture of the bag of 
the type described with reference to Figure 30 in that 
webs 79, 80 are prearranged in overlapping forma- 
tion, the overlapping areas being adhesively secured 

20 together by means of a strip of adhesive 81 corres- 
ponding to the adhesive 78 of the arrangement 
shown in Figures 40 to 42. The webs 79 and 80 and 
the adhesive 81 together comprise a composite web 
which is wound in the form of a reel for storage 

25 purposes and subsequently is fed to a form/fill/seal 
machine in which the web 80 is folded in the manner 
indicated by the arrow in Figure 43 so that the webs 
79, 80 are arranged in the manner shown in Figure 
44. The form/fill/seal machine operates in the man- 

30 ner described with reference to Figure 38. 

Referring now to Figures 45 and 46, there is shown 
a web 82 having a strip of adhesive 83 located 
thereon, the adhesive 83 being similar to the adhe- 
sive 81 of the composite web shown in Figure 43 and 

35 being located on the lower surface of the web 82 and 
extending parallel to an edge margin of the web. The 
web 82 also is provided with a component 84 in the 
form of an elongate ink strip having a thickness 
corresponding to the thickness of the adhesive 83 so 

40 that, when the web 82 is wound in the form of a reel, 
the layers of the web in the reel extend are 
symetrical about a radial axis extending through a 
centre of the reel. In use, the web is fed to a 
form/fill/seal machine wherein the web is folded in 

45 the manner indicated by the arrow in Figure 45 and 
is provided with the formation shown in Figure 46. 
The form/fill/seal machine then operates as de- 
scribed with reference to Figures 37 and 39. 
Referring now to Figures 47 to 50, there is shown a 

50 tube 85 having a pair of spaced parallel adhesive 
strips 86, 87 applied thereto, the strips extending 
parallel to a longitudinal axis of the tube 85 and each 
being similar to the adhesive strip 83. The tube Is slit 
longitudinally between the strips 86, 87 as shown at 

55 88 in Figure 48. Subsequent to slitting the tube at 88, 
opposite facing marginal portion are then folded 
longitudinally in opposite directions, as shown by 
the arrow in Figure 48, inwardly of the tube 85 so 
that the adhesive strips 86, 87 are located opposite 

60 an Inner surface of the opposite wall of the tube 85 
as shown in Figure 49. Finally, the tube is slit 
longitudinally at a transverse distance equl-dlstant 
from the longitudinal folds, as shown at 89 in Figure 
50. The layers of the folded and severed portions of 

65 the tube 85 are then welded together in longitudinal- 



ly spaced transverse welds which simultaneously 
sever the layers to provide bags of the type de- 
scribed with reference to Figures 1 and 2. 
It will be appreciated that the tube 85 may be 
70 severed at 88 before, or simultaneously during, 
application of the adhesive strips 86, 87. It will also 
be appreciated that the transverse welds may be 
provided before, or simultaneously during, slitting of 
the tube at 89. 

75 Furthermore, It will be appreciated that bags of the 
type described with reference to anyone of Figures 8, 
or 10 to 13 or 20 be made from the tube 85 by 
providing additional longitudinal folds and/or addi- 
tional longitudinal slits. 

80 

CLAIMS 

1 . A bag having two opposite facing surfaces 
defining a preformed opening, at least one of said 

85 surfaces having a reusable adhesive thereon so that 
closure of the opening is effected by pressing the 
said surfaces together in the area of the adhesive 
thereby to provide a re-openable closure. 

2. A bag as claimed In claim 1 wherein there is 
90 provided a pouch and at least one of said surfaces 

comprises a surface of a wall of said pouch. 

3. A bag as claimed In claim 2 wherein the pouch 
Is located on an outer surface of the bag. 

4. A bag as claimed in claim 3 wherein the pouch 
95 comprises a flap, opposite side margins of which are 

secured to corresponding side margins of the bag 
thereby forming the pouch, the flap being adapted to 
be unfolded from a pouch forming position to open 
the bag. 

100 5. A bag as claimed in claim 4 wherein the flap is 
provided with rows of perforations, each row ex- 
tending In substantially spaced parallel relation 
adjacent a corresponding one of the side margins of 
the flap. 

105 6. A bag as claimed In claim 5 wherein additional 
adhesive Is located inwardly of the opening for 
adhesively securing together walls of the bag. 

7. A bag as clainied in claim 2 wherein the pouch 
is located on an inner surface of the bag. 

110 8. A bag as claimed in claim 7 wherein there is 
provided a second pouch. 

9. A bag as claimed in claim 8 wherein the 
second pouch is located on an inner surface of the 
bag. 

115 10. A bag as claimed In claim 9 wherein the 
pouches are contiguous one with another and 
comprise material having a weakened portion 
whereby the pouches are separable one from 
another along said weakened portion. 

120 11. A method of manufacturing bags from super- 
imposed layers of web material comprising the steps 
of applying adhesive to a said layer before applying 
a superimposed layer thereon so that, when the 
superimposed layer Is applied thereon, the said layer 

125 and the said superimposed layer are adhesively 
secured one to another. 

12. A method as claimed in claim 1 1 comprising 
an initial step of folding an initial layer of web 
material so that a portion of said folded layer 

130 comprises the said layerfor receiving said adhesive. 
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bag 40 is shown in Figure 29. 

The arrangement of the bag 40 as shown in Figure 
29 is such that air passing through the perforations 
53, 54 and into the pouch 47 is prevented from 
5 passing further into the bag due to the adhesive 64, 
when the bag is closed. In this manner, the bag 40, 
when provided in the variation illustrated in Figure 
29, is suitable for containing contents which, desir- 
ably, should not be contaminated during storage. 

10 Itwill be appreciated that the variation of the bag 
40 shown in Figure 29 may be provided with a gusset 
63 as shown in Figure 28. 

Referring now to Figure 30, there is shown a bag 
65 which is similar to the bag 40 except that the back 

1 5 panel 66 and the front panel 67 of the bag 65 are not 
contiguous and thereby provide a lower opening 68. 

The bag 65 is manufactured in stages as shown in 
Figures 31 to 35 respectively which correspond 
substantially to the stages shown in Figures 23 to 27 

20 respectively of manufacture of the bag 40 except 
that, instead of being manufactured from a single 
elongate sheet the bag 65 is manufactured from two 
superimposed sheets 69 and 70. 
Contents are inserted into the bag 65 when the 

25 upper opening is closed by inverting the bag from 
the position shown in Figure 30 and inserting the 
contents through the lower opening 68. The opening 
68 subsequently is closed by bag sealing means. 
A variation of the bag 65 is shown in Figure 36 

30 wherein the back panel 66 extends in a direction 
below the front panel 67 to provide a lower flap 71 . 
The lower flap 71 provides for ease of gripping of the 
bag 65 by automatic filling of each of the bags 65 and 
the opening 68 is closed by heat sealing the panels 

35 66 and 67 adjacent the opening 68 and simul- 
taneously severing the inner flap 71 by means of a 
cut seal. 

It will be appreciated that the surface of the 
material which is to form the bags is oxidatively 

40 treated to receive the adhesive. In consequence 
when each said surface having been secured to the 
opposite facing surface by the adhesive is separated 
from the opposite facing surface, the adhesive 
remains attached to the treated surface and is not 

45 transferred to the opposite facing surface. Such an 
arrangement ensures that the opposite facing sur- 
face is free of adhesive thereby avoiding any adhe- 
sive interference with contents of the bag when 
emptied from the bag in contact with the said 

50 opposite facing surface. 

The effect of the presence of the oxidative treat- 
ment of a surface of the material which is to form the 
bags is that heat sealing of the material in side 
seams which overlap with areas oxidatively treated, 

55 do not result in a weld of respective layers in the side 
seams. Instead, the heat treatment provides a press- 
ure seam only with a result that surfaces sealed in 
engagement one with another and one of which is 
oxidatively treated, can subsequently be peeled and 

60 separated one from another. This characteristic 
provides an advantage because the two opposite 
facing surfaces defining the preformed opening of 
the bag, in accordance with the present invention, 
may be separated for a greater depth extending into 

65 the bag than would otherwise be possible if the weld 



extending longitudinally of the side seams also 
extended into areas of surfaces which have been 
oxidatively treated. 
It will also be appreciated that the adhesive, in 
70 some embodiments of the bag in accordance with 
the present invention, may be provided in the form 
of one or more deposits which may be spaced one 
from another or which may comprise an elongate 
strip. 

75 It will be appreciated that the adhesive when 
applied to the material which is to form any of the 
embodiments described above may be applied prior 
to or subsequent to folding of the material during 
manufacture of the bag. 

80 Referring now to Figure 37 of the drawings, there 
is shown the elongate sheet 56 in the form of a web 
which has been folded in a form/fill/seal machine in 
the manner shown in Figure 26, the web 56 being 
advanced to a filling station at which an article is fed 

85 horizontally into an open end portion of the tube 
formed by the web. The layers of the web subse- 
quently are sealed one to another transversely of the 
web to envelop the article and the web simul- 
taneously is severed transversely thereof to provide 

90 a sealed bag containing the article. 

Another form/fill/seal application is shown in 
Figure 38 in which the two elongate sheet 69 and 70 
shown in Figure 33 and in the form of webs are 
arranged in the manner shown in Figure 34 when 

95 advanced through a form/fill/seal machine towards a 
filling station of the machine. At the filling station, an 
article is inserted horizontally between the webs 69 
and 70, as shown by the arrow in Figure 38, and the 
layers of the webs are sealed together to envelop the 
1 00 article. The webs 69, 70 then are severed transverse- 
ly thereof to provide a sealed bag containing the 
article. 

Referring now to Figure 39, there is shown another 
form/fill/seal application in which a web 56 when 

1 05 delivered to a vertical form/fill/seal machine is folded 
in similar fashion to that shown in Figure 37 except 
that the web 56, instead of being advanced longitu- 
dinally and horizontally in the machine, is advanced 
longitudinally but vertically in the machine to a filling 

1 10 station. At the filling station, an article is inserted 
into a tube formed by the folded web 56. The layers 
of the web 56 subsequently are simultaneously 
sealed one to another and severed thereby to 
provide a sealed bag containing the article. 

1 1 5 Referring now to Figures 40 to 42, there is shown 
diagrammatic representations of stages in a simul- 
taneous form/fill/seat application of two bag forma- 
tions of the type described with reference to Figures 
21 to 27. The formations are provided by means of a 

1 20 web 72 which is folded longitudinally at 73 to 

provide, in transverse cross section, an inverted U 
formation, the limbs of the U being folded outwardly 
in opposite directions to provide pouches 74, 75 of 
equal depth but of less depth than the U formation 

1 25 thereby providing the pouches 74, 75 with an 
extended limb portion 76, 77. The web 72 has 
applied thereto adjacent each outer wall of the 
pouches 74, 75 an adhesive strip 78 extending 
longitudinally of the web 72. 

130 The web 72 Is advanced to a filling station at which 
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13. A method as claimed in claim 1 comprising a 
subsequent step of folding a portion of said folded 
initial layer onto said layers at a location covering 
said adhesive to provide said superimposed layer. 
5 14. A method of manufacturing bags from web 
material having a strip of pressure sensitive adhe- 
sive substantially parallel to a marginal edge portion 
of the web material comprising the steps of folding a 
portion of the web material on a first longitudinal 
10 fold to provide two layers, one overlying another, 
and folding another portion of the web material on a 
second longitudinal fold to provide a third layer 
contacting said adhesive. 

1 5. A method according to claim 1 4 comprising 
1 5 an initial step of applying a component relative to 

the web material in spaced relation transversely of 
the web material from said adhesive. 

16. A method of manufacturing bags from flexi- 
ble tubular material including the steps of applying 

20 at least two spaced substantially parallel strips of 
pressure sensitive material longitudinally of the 
tube, slitting the tube longitudinally between said 
two strips, folding opposite facing severed marginal 
portions about longitudinal folds in opposite direc- 

25 tions inwardly of the tube so that said strips are 
located opposite an inner surface of a wall of said 
tube and slitting said wall longitudinally at a trans- 
verse distance equi-distant from said longitudinal 
folds. 
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